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[57] ABSTRACI‘ 
A method of assembling a movable upper tool utilizing 
hook and loop fastening system. The tool used for an 
upper tool blank separating station has a plate provided 
with numerous apertures and a lower surface provided 
with one of a two-layer system of fastening with a ?rst 
of the two layers having a plurality of loops and a sec 
ond of the two layers having a plurality of catches 0r 
hooks for engaging the loops, and an upper surface of 
each block at least partially covered with the other of 
the two layers so that when the block is pressed against 
the lower surface of the plate, it is mounted thereon. 

1 Claim, 1 Drawing Sheet 
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METHOD OF ASSEMBLING A MOVABLE UPPER 
TOOL FOR SEPARATING BLANKS 

This is a division of application Ser. No. 07/682,952, 
?led Apr. 10, 1991, now pending. 

BACKGROUND OF THE INVENTION 
The present invention is concerned with a movable 

upper tool for a blank separating station situated in a 
machine for processing sheets to produce blanks for 
forming packages. 
The creation of packages requires three successive 

steps. The ?rst step is printing of a sheet with numerous 
motifs or prints, with every one being assigned to one 
package only. The second step is die-cutting of the sheet 
into several blanks, with each blank having only one 
printed motif. The third step or action is folding and 
gluing every blank so as to obtain a ?attened package, 
which can be subsequently erected and ?lled with the 
contents. 

After the die-cutting and in order to insure the whole 
cut sheet to be transferred, generally by means of a 
gripper bar which is mounted between two parallel 
extending chains, from the die-cutting station to a sta 
tion for stripping the waste, which is disposed between 
the various blanks in the sheet and is not part of the ?nal 
package, and then ?nally to a delivery station, all the 
blanks of the same sheet remain attached together by 
means of tiny linking points which correspond to tiny 
non-cutting slots or nicks which are made in the cutting 
rules of the press. 

In the delivery station and according to the require 
ments, it should be possible to either form a pile of 
sheets with every one of the sheets having all of its 
blanks held together by the linking points or to form 
simultaneously several piles of blanks which have been 
separated from one another by breaking the linking 
points when running through a previous section called 
a blank-separation station. 
The prior art blank separating stations use a movable 

upper tool and ?xed lower tool. The upper tool consists 
of an assembly of blocks and the lower tool of a matrix 
plate with apertures. The movable blocks will press the 
blanks through the apertures of the lower matrix and, 
thus, break the various linking points which connect 
either the blanks to one another or the margin blanks to 
a peripheral waste portion of the sheet. The separating 
tools have to be adapted to the shape and to the layout 
of the blanks on every new run of sheets to be pro 
cessed. Generally, the blocks are arranged in a full reg 
istry with regard to the cutting lines of the press on the 
lower side of a plate ?tted to a movable upper tool-sup 
porting frame of the blank separating station. A corre 
sponding aperture or mesh of the lower matrix, which 
may consist of small bars, is situated underneath and 
opposite every block. The small bars are arranged in 
such a way as to overlap and form a grid or matrix of 
which the mesh has the dimensions of the blanks to be 
separated. 
To avoid manufacture of new blank separating tools 

for every new run of sheets, US Pat. No. 4,175,686, 
whose disclosure is incorporated herein by reference 
thereto and which is based on the same Swiss Applica 
tion which resulted in Swiss Patent A 617,886, proposes 
to arrange the blocks for shiftable movement in a hori 
zontal direction along bars ?tted on a vertical movable 
frame. The ?xed lower grid is composed of crossbars 
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2 
shiftable in such a way as to form a grid of which the 
meshes are of an adjustable dimension. Although these 
movable tools have already been simpli?ed for quicker 
adjustability to a new sheet size, the ?tting of the blocks 
on the inner side of the upper tool, as described in the 
above-mentioned US. Patent, has the drawback of re 
quiring a relatively complex set-up means by the fact 
that a ?rst stage necessitates the positioning of the 
blocks on the bars and the second one the interlocking 
and position of the tools which are to maintain the 
blocks on the bars. These operations require a rather 
lengthy time and are fastidious. 
Another way of preparing the upper tool consists in 

gluing the blocks on the lower side of a plate. In such a 
case, a new upper tool is required for every new process 
having a sheet of blanks of different sizes or layout. 

SUMMARY OF THE INVENTION 

The present invention has an object of providing a 
blank separating device involving none of the above 
mentioned drawbacks. 
To accomplish these aims, the present invention is 

directed to a movable upper tool for a blank separating 
station situated in a sheet processing machine which is 
used for producing blanks for making packages. The 
upper tool includes a horizontal plate having a lower 
surface on which an upper surface of each of the sepa 
rated blocks is mounted and the improvement is that the 
plate is provided with numerous apertures arranged in a 
pattern to allow air to pass through the plate during 
movement of the plate, the lower surface of the plate 
being covered at least partially with a layer of a fasten 
ing arrangement including a ?rst layer of loops and a 
second layer of hooks and that the upper surface-of each 
of the blocks is covered at least partially with the other 
layer of said ?rst and second layers so that the engage 
ment of said first and second layers will insure a secur 
ing of the block on the plate. The fastening material is 
well known and an example is sold under the trademark 
“VELCRO”. 
Other advantages and features of the invention will 

be readily apparent from the following description of 
the preferred embodiments, the drawings and claims. 

BRIEF DESCRIPTION OF THE DRAWINGS 

FIG. 1 is a side view with a partial broken out portion 
taken along lines B——B of FIG. 2 of the upper tool 
according to the present invention; 
FIG. 2 is a bottom plan view of the upper tool taken 

in the direction of arrow A of FIG. 1; and 
FIG. 3 is a plan view of the arrangement of the fasten 

ing strips on one of the blocks. 

DESCRIPTION OF THE PREFERRED 
EMBODIMENTS 

- The principles of the present invention are particu 
larly useful when incorporated in an upper tool includ 
ing a large plate 1, which may be made of wood or any 
other light material and whose dimensions correspond 
to the shape of the sheet of blanks which are to be sepa 
rated from one another by breaking their linking points. 
The plate 1 is mounted in an already known manner 

on a movable upper tool-supporting frame in a blank 
separating station. Approximately the whole side of the 
plate 1 is provided with a plurality of rectangular aper 
tures 10, which are arranged in rows and columns. 
These apertures 10 allow the easy movement of the 
plate during its vertical displacement by allowing air to 
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pass through the plate as the movable upper tool-sup 
porting frame is moved in the vertical direction during 
processing. Except for the location of each of the aper 
tures 10, nearly the entire lower surface of the plate 1 is 
covered by a layer 12 which is fastened by gluing or 
another appropriate manner. The layer 12 is one of the 
?rst and second layers of a “VELCRO” fastening sys 
tem, which includes a ?rst layer of loop-like material 
which is engageable with a second layer of hook-like 
materials to form a fastening of the ?rst and second 
layers together. Numerous wooden blank separating 
blocks 2 are mounted on the lower surface of the plate 
1. Every block 2 is usually shaped as a hollow body and, 
as illustrated in FIG. 2, have a rectangular con?gura 
tion. These blocks 2 have an upper surface which is 
destined to be pressed against the lower surface of the 
plate 1 and a lower surface which is covered with a 
foam layer 22, which is designed to contact the blank. 
Other blocks 2' can also be made out of a resilient poly 
urethane and are, thus, not provided with the foain 
layer 22. The upper surface of every block 2 or 2' is 
covered with two narrow strips 21, 21 (FIG. 3) of the 
other of the ?rst and second fastening layers that form 
the VELCRO fastening arrangement. 

Tests have proven that it is more appropriate not to 
cover the whole upper surface of every block 2 or 2’ 
with the VELCRO layer in order to achieve easier 
positioning and mounting of the blocks. In fact, if the 
contact surface of the VELCRO layers 12 and 21, 
which are attributed to each block 2 or 2’, were too 
large, the mounting of the blocks would become ex 
tremely awkward. This can be explained by the fact that 
the ends of the numerous catches or hooks composed in 
every VELCRO layer requires a lateral shift for a mu 
tual adherence and this shift is only permissible with 
narrow strips. Moreover, the VELCRO strips 21 are 
preferably arranged as close as possible to the farthest 
lateral opposite edges, as illustrated in FIG. 3, so as to 

\ enhance the stability of the block when mounted on the 
plate 1. 

It is, of course, possible to envision solid blocks, al 
though it is preferable to use hollow blocks, such as 2 
and 2’, so as to have openings 24, a portion of which 
may be aligned with the apertures 10 of the plate 1 and, 
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thus, enable the passage of air during the operation of 4-5 
the tool. 
The blocks 2 and 2’ are illustrated as having a rectan 

gular shape, however, it is possible that they have other 
shapes, as desired. 

It is also noteworthy to mention that the mounting by 
means of the VELCRO as described above is especially 
well adapted to the particular case. In fact, the blocks 2 
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and 2', when put to work, usually undergo a stress di 
rected only perpendicular to the plate, a direction in 
which the action of the VELCRO is particularly effi 
cient. 

Moreover, both mounting and dismantling of the 
blocks 2 and 2' with regard to the plate 1 are extremely 
simpli?ed. In the event the mounting is carried out by a 
robot, the VELCRO ?xing or mounting process is par 
ticularly adequate, as there is no need to use ?xtures, 
such as screws or similar devices. In fact, owing to the 
robot, the mounting of the blocks 2 and 2’ is accom 
plished by a mere positioning of the block 2 or 2' on the 
plate by the robot and then the robot exerts a strong 
vertical pressure on the blocks 2 and 2’ so as to insure a 
mutual adherence of the VELCRO layers 12 and 21. As 
the majority of the blocks 2 and 2’ of the tool usually 
have the same shape and dimension, the robot specialist 
will immediately become aware of the easier extent by 
which the VELCRO mounting process will render the 
preparation of the tool for a new tool size once the way 
of positioning the blocks 2 and 2' on the plate I is speci 
?ed and memorized by the robot’s control. 
Although various minor modi?cations may be sug 

gested by those versed in the art, it should be under 
stood that we wish to embody within the scope of the 
patent granted hereon all such modi?cations as reason 
ably and properly come within the scope of our contri 
bution to the art. 
We claim: 
1. A process for preparing a movable upper tool, 

having a plate with a plurality of position-adjustable 
blocks thereon, in a selected con?guration for separat 
ing blanks connected by a perforated line, comprising 
the steps of: 

providing a plate and covering a surface of said plate 
completely with a ?rst layer of a two-layer hook 
and-loop fastening system; 

providing a plurality of blocks and partially covering 
one surface of each of said blocks with a second 
layer of said two-layer hook-and-loop fastening 
system; 

robotically placing said blocks at respective locations 
on said plate, with said ?rst and second layers abut 
ting, in a pattern for causing said blanks to separate 
at said perforation line; 

pressing said blocks at said locations against said plate 
to temporarily for said blocks at said locations by 
said hook-and-loop fastening system to produce a 
completed upper tool; and 

separating said blanks by applying said completed 
upper tool to said blanks. 

* i * * * 


